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Description 

Disclosure of the Invention 

This invention relates to a cut resistant glove, having 
a patterned slip-resistant coating made of a poly- 
urethane composition and a method of manufacturing 
the glove. 

Background of the Invention 

In certain industries, e.g. the glass industry and 
industries that fabricate or utilize sheet metal, workers 
must work with materials having sharp edges. The work- 
ers wear cut-resistant, gloves to protect their hands 
against injury. 

Cloth gloves, in particular, and even leather gloves 
do not provide as good gripping characteristics as 
desired because the glove surface is not especially slip- 
resistant. They are also not as cut resistant as desired. 
Highly cut resistant gloves made of yarn having steel 
strands, synthetic fibers, often high strength synthetic 
fibers, are available but for some industrial uses they are 
not as slip resistant as desired. Examples are shown in 
US-A-4 912 781 and US-A-4 936 085. However these 
examples of cut resistant gloves are not particularly slip- 
resistant. 

Attempts to improve such gloves have involved the 
use of polyvinylchloride (PVC) dots adhered to the glove 
surface. The PVC did not wet the yarn effectively, requir- 
ing that the dots be wide to provide greater surface area 
for adherence to the fibers. These dots required high 
temperatures to apply and cure, which were not compat- 
ible with some synthetic fibers used in glove substrates, 
and the dots were not sufficiently slip-resistant, abrasion 
resistant and flexible to assure optimum performance. In 
addition, they were relatively thick so that it was primarily 
only the dots rather than the dots and the supporting fab- 
ric between the dots that would contact a surface being 
gripped, resulting in a lack of feel by the wearer and a 
diminishing of the surface area in contact with the object 
being gripped, which diminished the potential gripping 
ability. 

A particularly relevant example of the prior art which 
attempts to solve the foregoing problems is FR-A-1 367 
488 representing the most relevant prior art. This docu- 
ment discloses a glove having a patterned slip-resistant 
coating made from synthetic thermoplastic material 
adhered to an outer surface of the glove, the coating hav- 
ing a substantial height and a substantial width to give 
the glove slip-resistance and grip properties, the coating 
comprising a cured composition formed from a compo- 
nent and a cross-linking agent. Preferably this reference 
teaches among other compositions the use of polyvinyl 
chloride to provide slip resistance. However, PVC is not 
suitable for certain synthetics which cannot withstand the 
required curing temperatures. 

Applicant has discovered an improved coating which 
is abrasion resistant, cut-resistant, flexible, soft and does 



not require a processing temperature that will melt or 
degrade some of the synthetic fibers used in glove fab- 
rication. The coating is a polyurethane mixture com- 
prised of both thixotropic and non-thixotropic resins. 

5 When applied to the glove, the resin mixture wets the 
yarn, which increases the bonding of the coating with the 
glove. The thixotropic resin retains its dimensional sta- 
bility upon application to a glove, i.e., slumping is 
resisted, so that a desirable height and width of coating 

w can be obtained. The height and width of the coating and 
the fact that it is a polyurethane coating of thixotropic and 
non-thixotropic resins give the glove both the desired 
slip-resistance and gripping properties. 

Thus, the present invention provides a cut-resistant 

is glove having a patterned slip-resistant coating made 
from synthetic thermoplastic material adhered to an 
outer surface of the glove, the coating having a substan- 
tial height and a substantial width to give the glove slip- 
resistance and grip properties, characterized in that the 

20 coating comprises a cured polyurethane composition 
formed from (a) a pre-mixed thixotropic component and 
an accelerator, and (b) a cross-linking agent. 

The invention further provides a method of manu- 
facturing a glove having a patterned slip-resistant coat- 

25 ing made from synthetic thermoplastic material and 
adhered to an outer surface of the glove, including the 
steps of selecting a glove, providing a pre-mixed compo- 
sition of a component, mixing the composition and an 
agent, flowing a stream of the mixture onto a surface of 

30 the glove in a controlled pattern and thereby forming 
localized raised portions on the surface of the glove, and 
curing the mixture to form a glove having a patterned 
coating adhered to the glove, characterized in that the 
pre-mixed composition is comprised of a thixotropic poly- 

35 urethane component, a non-thixotropic polyurethane 
component and an accelerator, and the agent is a cross- 
linking agent for the polyurethane component. 

Brief Description of the Drawings 

40 

Figure 1 is a top plan view of two gloves on forms 
each having a polyurethane coating patterned ther- 
eon; 

Figure 2 is an enlarged, fragmentary sectional view, 
45 one of the gloves in Figure 1 taken along the line 2- 
2, showing the adhered coating; 
Figure 3 is a fragmentary, diagrammatic view of a 
cut-resistant yarn of which a glove embodying the 
present invention is knit; and, 
so Figure 4 is a fragmentary, diagrammatic view of a 
second cut-resistant yarn of which a glove embody- 
ing the present invention is knit. 

Best Mode for Carrying Out the Invention 

55 

A glove 10 embodying the invention is shown having 
a polyurethane patterned coating 1 2 on the outer surface 
14. The coating 12 is a mixture of thixotropic and non- 
thixotropic resins and is applied directly to the glove sur- 
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face by an applicator moved relative to the glove surface. 
The design of a desired pattern can be programmed into 
the applicator to control its movement. Upon application 
of the mixture of the thixotropic and non-thixotropic res- 
ins to the outer surface of the glove an initial time period 
is utilized at ambient temperature in which a part of the 
mixture wets the surface of the glove. During a subse- 
quent time period the mixture is cured by applying heat. 
The mixture cures into a flexible, slip-resistant, patterned 
polyurethane coating that is securely adhered to the 
glove. 

The coating 1 2 is formed in the applicator from a mix- 
ture of a thixotropic component, a non-thixotropic com- 
ponent, an accelerator and a cross-linking agent. A pre- 
mixed concentrate of a thixotropic component and a non- 
thixotropic component, mixed in a ratio of between about 
3 to 1 and 2 to 1, preferably 2.5 to 1, is prepared and 
stored. It has been found that this proportion of thixo- 
tropic component to non-thixotropic component provides 
an advantageous mixture for application to the glove to 
give the desired properties of dimensional stability prior 
to curing and flexibility and adhesion to the glove after 
curing. The thixotropic and non-thixotropic components 
are both a hydroxyl-terminated polyether. In the desired 
mixture, the thixotropic component is formulated from a 
thixotropic hydroxyl-terminated polyether sold by Castall 
Inc., East Weymouth, Massachusetts, under the desig- 
nation U-2630 and a non-thixotropic hydroxyl-terminated 
polyether sold by Castall Inc., under the description U- 
2420. The mixture in the ratio of 2.5 parts of U-2630 to 
1 part of U-2420 and an appropriate quantity of acceler- 
ator is available as a result of this invention from Castall 
Inc., under the designation UX 7778. The accelerator 
promotes curing, and the quantity of the accelerator is 
selected and adjusted so that the composition does not 
cure in the applicator or during the initial time period 
immediately following application, but will cure at an ele- 
vated temperature of about 54 to 76°C (1 30° to 1 70° F) 
in between about 7 to 20 minutes. 

The pre-mixed thixotropic component, non-thixo- 
tropic component and accelerator are mixed in the appli- 
cator with an isocyanate cross-linking agent. The cross- 
linking agent is an ester polyol. Both the premixed mate- 
rials and the cross-linking agent are separately fed to a 
mixing chamber and nozzle of the applicator. The result- 
ing composition flows or is extruded as a stream from 
the applicator nozzle onto the outer surface of a glove in 
a pattern controlled by movement of the nozzle and flow 
of the composition. The stream is moved and controlled 
to form one or more non-intersecting strips on the under- 
lying surface of the glove; specifically on the finger stalls 
and the palm portion of the glove. In the preferred 
embodiment, the polyurethane coating is applied so the 
cured strip or strips of the polyurethane composition has 
or have a height of about 0.08 cm (1/32 inch) above the 
glove surface and a width of about 0. 16 cm (1/16 inch). 

The composition of the strips is a combination of a 
polyurethane thixotropic resin and a polyurethane non- 
thixotropic resin. The different properties of both of these 



resins are utilized to form the desired coating. The com- 
position upon application to the outer surface of the 
glove, has the characteristics of a gel having dimensional 
stability; i.e., it has and maintains thixotropic properties. 

5 On the other hand, the non-thixotropic resin modifies the 
thixotropic properties so the composition does not 
entirely remain on the surface of the glove, but wets the 
contacted surface of the glove and in part permeates into 
the adjacent part of the glove material. When the glove 

10 is constructed with yarn, for example, the resin mixture 
partially permeates the yarn for adhesion upon curing, 
but is sufficiently thixotropic to not strike through to the 
inside of the glove. Deep penetration of the coating would 
lock the stitches of the glove fabric together and stiffen 

is the glove. There is an initial time period that is needed 
in the process of manufacture to allow for the permeation 
to occur; typically about 15 to 60 seconds at ambient 
temperature with the composition referred to on a glove 
knitted of a composite synthetic yarn but varying, of 

20 course, with the permeability of the material being 
coated. 

Following the initial time period, the composition is 
cured at a temperature between about 54° to 76°C. (130° 
to 170° F), preferably 54° to 65°C. (130° to 150° F), for 

25 about 7 to 20 minutes, preferably 15 minutes. The time 
period can be adjusted by controlling the amount of . 
accelerator, and the curing time can be selected within 
the general range indicated to provide a time advanta- 
geous to the manufacturing process. 

30 Because the strip or strips of polyurethane have sig- 
nificant height due to the thixotropic nature of the com- 
position, intersections would result in isolated locations 
of undue height and are therefore avoided. However, for 
ease and speed of application of the material, it is desir- 

35 able to stop and start the flow from the applicator as infre- 
quently as possible, while yet applying a good pattern 
that enhances gripping ability. A preferred pattern is 
shown in Figure 1 of the drawings, where it can be seen 
that the five finger stalls 16, 17, 18, 19 and 20 and an 

40 adjacent portion of the palm area 22 are coated with only 
three separate sinuous strips 24, 25, 26 of polyurethane 
composition that do not intersect at any place. The cured 
polyurethane coating adhered to the glove offers the pos- 
itive features of grip and slip-resistance. The height and 

45 width of the bead are important to flexibility and the 
desired slip-resistance. If the bead is too shallow it will 
not resist wear and if it is too narrow it will not cover 
enough area to provide the desired slip-resistant feature. 
If the bead is too high an object gripped will contact only 

so the strip or bead itself and the glove will not grip as effec- 
tively and it will not provide the necessary feel to the 
wearer. It will also stiffen the glove unnecessarily. The 
preferred pattern provides predominantly lateral lines 
across the finger stalls with connecting loops only to the 

55 extreme sides of the finger stalls, so in use the wearer 
need not buckle coating strips extending along central 
areas of the finger stalls when the fingers are bent. The 
cured polyurethane coating adhered to the glove is cut- 
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resistant, flexible, soft and has a high coefficient of fric- 
tion against relatively dry surfaces. 

The coating and curing process is accomplished by 
moving gloves on rigid forms 27 along a path of travel 
through successive operations, the path preferably being 
in the form of a loop. Initially, a glove to be coated is 
stretched over a flat form 27 so the glove is held in a 
predetermined shape, such as shown in Figure 1. The 
form is placed in a predetermined position at the coating 
apparatus and the strips or beads 24-26 of polyurethane 
are applied from the moving nozzle in the desired pat- 
tern, such as that shown in Figure 1 . The coating appa- 
ratus is commercially available, e.g., Asmtek Model A- 
303A X-Y-Z robotic table and a Sealant Equipment Com- 
pany Model SEE-FL0 1 0 mixes and dispenses automat- 
ically the polyurethane and applies it in a programmed 
pattern when a glove is positioned at the robotic table 
indicated diagrammatically at 28. In the preferred 
method, two forms with gloves are positioned at the coat- 
ing apparatus with each index of a conveyor from which 
the forms extend laterally and horizontally on support 
rods 28. The presence of a form with a glove over the 
form is sensed and the coating apparatus automatically 
moves in the desired path and dispenses the urethane 
in the desired pattern.f irst on one of the gloves and then 
the next, thereafter returning to a home location from 
which to start the next cycle. The two coated gloves are 
then indexed by the conveyor to and through a heating 
station where the gloves pass beneath heaters, such as 
electric heat lamps, where the coatings are cured. The 
gloves are then indexed to a handling station where they 
are removed from the forms and new gloves are placed 
on the form for indexing to the coating apparatus; or 
where the forms are rotated 1 80° to expose the opposite 
side of the gloves to the coating applicator, in which case 
the same gloves are again placed at the coating appa- 
ratus for the application of a polyurethane pattern on the 
opposite side of the glove. The distance from the coating 
apparatus to the heaters, the length of the heating sta- 
tion, and the speed of the conveyor control the initial time 
period for the coating to partially permeate the glove sur- 
face prior to the application of heat, and the subsequent 
time period for heating during which the coating is cured. 
The heat lamps are arranged along the conveying path 
and can be individually operated to also control the time 
period during which heat is applied. Where desired, the 
surface of the urethane strips can be texturized prior to 
or during the curing process, as by pressing a pattern 
into the surface of the strips with a screen or knurled tool, 
or abrasive particles can be applied to the surface of the 
of the strips. Such texturizing tends to improve perform- 
ance of the gloves when used under wet or moist condi- 
tions. 

The glove or other hand covering, e.g., a mitten, can 
be constructed of many materials and typically they will 
be somewhat permeable to the coating. The particular 
gloves primarily contemplated for coating are made of 
woven or knitted yarn. The preferred material is a cut- 
resistant yarn and preferably the gloves are knit. The 



yarn preferably has a core and a covering. The core 
includes a strand of synthetic fibers or fibers and/or one 
or more strands of flexible wire, preferably annealed 
stainless steel. The covering includes two or more wrap- 
5 ping strands, preferably of synthetic fibers. Preferably, at 
least one of the wrapping strands and a core strand are 
a high-strength synthetic fiber. 

In one preferred embodiment of the present inven- 
tion the glove 10 is knitted from a cut-resistant yarn 30 
10 that comprises a core 32 and a covering 34. The core 
has two annealed stainless steel wires 35, 36 each 0.076 
mm. (0.003 inch) in diameter and a high-strength syn- 
thetic fiber 38, specifically high-strength stretched poly- 
ethylene fiber having a denier of 650. The covering 
is includes three wrapping strands 40, 42, 44. A first wrap- 
ping strand 40 is of high strength synthetic fiber wrapped 
about the core in a first direction, specifically high 
strength aramid fiber having a denier of 400. A second 
wrapping strand 42 is of synthetic fiber wrapped about 
20 thefirst in an opposite direction, specifically high strength 
stretched polyethylene fiber having a denier of 650. The 
third wrapping strand 44 is of a synthetic fiber, specifi- 
cally polyester having a denier of 440 and is wrapped 
about the second strand in an opposite direction. 
25 In the second embodiment of the present invention, 
the preferred cut-resistant yarn 46 comprises a core 48 
and a covering 50 about the core. The core has an 
annealed stainless steel wire 52 having a diameter of 
0.076 mm. (0.003 inch) and a high strength synthetic 
30 fiber 54, specifically high strength stretched polyethylene 
ffoer having a denier of 650. The covering has a first 
wrapping 56 of a high strength synthetic fiber, specifically 
high strength stretched polyethylene fiber having a 
denier of 650, and a second wrapping 58 of a synthetic 
35 fiber, specifically polyester having a denier of 1320. 

The high strength synthetic fibers can be selected 
from the group consisting of high strength aramid ftoer, 
high strength stretched polyethylene fiber, and high 
strength liquid crystal polymer fiber. Nylon can be sub- 
40 stituted for polyester. 

Example I 

A cut-resistant glove having a patterned slip-resist- 
45 ant polyurethane coating adhered to the outer surface of 
the glove was prepared. The glove was constructed of 
cut-resistant yarn having a core and a wrapping. The 
core included two stainless steel wires, each having a 
diameter of 0.076 mm. (0.003 inch) and a high strength 
so stretched polyethylene strand having a denier of 650, 
sold under the name Spectra Reg. TM.. The wrapping 
consisted of a first wrapping strand of high strength ara- 
mid fiber having a denier of 400, sold under the name 
Kevlar (Reg. T.M.), a second wrapping strand of high 
55 strength stretched polyethylene fiber having a denier of 
650, Spectra, and a third wrapping strand of polyester 
having a denier of 440. The wrappings are each wrapped 
in opposite directions. 
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A thixotropic component, Castall U-2630, and a non- 
thixotropic component, Castall U-2420, were pre-mixed 
in a ratio of 2.5 to 1 , with an adjusted amount of accel- 
erator. The mixture is now available from Castall Inc. as 
UX-7778. The mixture was supplied to a mixing chamber 5 
of an applicator. A cross-linking agent, ester poiyol, was 
also provided to the mixing chamber. A composition was 
formed in the mixing chamber which was extruded from 
a nozzle onto the outer surface of a glove below the noz- 
zle. The nozzle was moved horizontally above the glove w 
under control of a program that moved the nozzle in a 
predetermined path and controlled the flow of mixture 
from the mixing chamber. An Asymtek Model A-303A X- 
Y-Z robotic table with a Sealant Equipment Company 
Model SEE-FLO 10 for mixing and dispensing system 15 
was used. The composition was applied in the form of 
non-intersecting strips approximately 0.16 cm (1/16 
inch) wide and that extended approximately 0.08 cm 
(1/32 inch) above the outer surface of the glove. 

Approximately 30 seconds was allowed after appli- 20 
cation for the mixture to wet the outer surface of the glove 
at ambient room temperature. The glove was then 
passed below heat lamps which raised the temperature 
of the strips to between 54°C. to 76°C. (130°F to 170°F) 
for approximately 15 minutes. The strips cured during 25 
this time period into a cured polyurethane coating which 
adhered to the yarn of the glove. This glove had the 
desired qualities of high slip-resistance, gripability, cut- 
resistance, abrasion resistance, flexibility and softness. 
The polyurethane cured at an acceptable rate and at a 30 
sufficiently low enough temperature to make the process 
advantageous for manufacturing and suitable for cut- 
resistant yarns. In particular it was suitable for yarns that 
include Spectra, which cannot endure high tempera- 
tures. 35 

Example II 

In this example a different glove construction was 
utilized. This glove had yarn with a core and a wrapping. 40 
The core included one stainless steel wire of a 0.076 mm. 
(0.003 inch) diameter and a high strength stretched pol- 
yethylene ffoer having a denier of 650 (Spectra). The 
wrapping comprised two wrapping strands, a first wrap- 
ping strand of a high strength stretched polyethylene 45 
having a denier of 650 (Spectra), and a second wrapping 
strand of polyester having a denier of 1320. The above 
described coating was applied to this glove in the manner 
set forth in Example I, resulting in a glove having the 
desired qualities of high slip-resistance, gripability, cut- so 
resistance, abrasion resistance, flexibility and softness. 

From the foregoing description of preferred embod- 
iments of the invention it will be apparent that the advan- 
tages of the invention heretofore enumerated and others 
have been accomplished in that there have been pro- 55 
vided improved slip-resistant gloves made by adhering 
a polyurethane coating to the outer surface of the gloves 
resulting in superior qualities. 



Claims 

1. A cut-resistant glove (10) having a patterned slip- 
resistant coating (12) made from synthetic thermo- 
plastic material adhered to an outer surface (14) of 
the glove, the coating having a substantial height 
and a substantial width to give the glove slip-resist- 
ance and grip properties, characterized in that the 
coating comprises a cured polyurethane composi- 
tion formed from (a) a pre-mixed thixotropic compo- 
nent and an accelerator, and (b) a cross-linking 
agent. 

2. A glove according to claim 1 , characterized in that 
the thixotropic polyurethane component is a mixture 
of a thixotropic and a non-thixotropic polyurethane 
component, pre-mixed in a ratio of between about 3 
to 1 and 2 to 1 respectively. 

3. A glove according to claim 1 or 2, characterized in 
that the thixotropic component is a hydroxy! termi- 
nated polyether and the cross-linking agent is an 
ester polyol. 

4. A glove according to claim 1, 2 or 3, characterized 
in that the coating (14) is partially absorbed into the 
outer surface (1 4) of the glove (1 0) and is in the form 
of one or more non-intersecting strips (24, 25, 26). 

5. A glove according to claim 4, characterized in that 
the strips (24, 25, 26) are approximately 0.08 cm 
(1/32 inch) high and 0.16 cm (1/16 inch) wide. 

6. A glove according to claim 4 or 5, characterized in 
that the coating (12) is predominantly lateral lines 
across the finger stalls with connecting loops only to 
the extreme sides of the finger stalls (16-20). 

7. A glove according to any preceding claim at least in 
part made of yarn (30, 46), characterized in that the 
coating is adhered to the yarn and the yarn com- 
prises at least one wire strand (35, 36) and synthetic 
ffoer (34; 40, 42, 44; 50; 54, 58) covering the wire 
strand. 

8. A glove according to any of claims 1-6, at least in 
part made of yarn (30, 46) characterized by a fiber 
core strand (38, 54) and a fiber covering (34, 50), at 
least one of said core strand and covering fiber being 
a man-made synthetic fiber. 

9. A glove according to claim 7 or 8, characterized in 
that the synthetic or man-made fiber is high strength 
stretched polyethylene, high strength aramid, or 
high strength liquid crystal polyethylene. 

10. A method of manufacturing a glove having a pat- 
terned slip-resistant coating made from synthetic 
thermoplastic material and adhered to an outer sur- 
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face of the glove, including the steps of selecting a 
glove, providing a pre-mixed composition of a com- 
ponent, mixing the composition and an agent, flow- 
ing a stream of the mixture onto a surface of the 
glove in a controlled pattern and thereby forming 5 
localized raised portions on the surface of the glove, 
and curing the mixture to form a glove having a pat- 
terned coating adhered to the glove, characterized 
in that the pre-mixed composition is comprised of a 
thixotropic polyurethane component, a non-thixo- w 
tropic polyurethane component and an accelerator, 
and the agent is a cross-linking agent for the poly- 
urethane component. 

11. A method as set forth in claim 10, characterized in 15 
that the curing step includes an initial time period 
after the mixture is applied to the glove and during 
which the mixture is maintained at ambient temper- 
ature and in part wets the glove surface and a sub- 
sequent time period during which the mixture is 20 
heated above ambient temperature. 

12. A method as set forth in claim 11, characterized in 
that the initial time period is between about 15 and 
60 seconds and the subsequent time period is 25 
between about 7 and 20 minutes and the mixture is 
heated to a temperature of between about 54°C to 
76°C(130°Fto170°F). 

13. A method according to claims 10, 1 1 or 12, charac- 30 
terized in that the thixotropic and non-thixotropic 
components that are mixed are both a hydroxyl ter- 
minated polyether, and the cross-linking agent is an 
ester polyol. 

35 

Patentanspruche 

1. Gegen Schnitt widerstandsfahige Handschuh (10) 
mit strukturierter. rutschf ester Beschichtung (12), 
hergestellt aus synthetischem thermoplastischen 40 
Material, adhariert auf einer auBere Oberf lache (1 4) 
des Handschuhs, wobei die Beschichtung eine 
betrachtliche H6he und betrachtliche Breite hat, urn 
dem Handschuh Rutschfestigkeit und Greifeigen- 
schaften zu verleihen; 45 

dadurch gekennzeichnet, da(3 die Beschich- 
tung eine gehartete Polyurethan-Zusammenset- 
zung aufweist, gebildet aus: 

(a) einer vorgemischten thixotropen Kompo- so 
nente und einem Beschleuniger; sowie 

(b) einem Vernetzungsmittel. 

2. Handschuh nach Anspruch 1, dadurch gekenn- 
zeichnet, daB die thixotrope Polyurethan-Kompo- ss 
nente eine Mischung einer thixotropen und einer 
nicht-thixotropen Polyurethan-Komponente ist, vor- 
gemischt mit einem Verhaitnis zwischen etwa 3:1 
und 2:1. 



3. Handschuh nach Anspruch 1 oder 2, dadurch 
gekennzeichnet, daB die thixotrope Komponente ein 
Hydroxyl-terminierter Polyether und das Vernet- 
zungsmittel ein Esterpolyol sind. 

4. Handschuh nach Anspruch 1, 2 Oder 3, dadurch 
gekennzeichnet, daB die Beschichtung (12) in der 
auBeren Oberfiache (14) des Handschuhs (10) teil- 
weise absorbiert ist und die Form von einem oder 

0 mehreren, sich nicht schneidenden Streifen (24, 25, 
26) hat. 

5. Handschuh nach Anspruch 4, dadurch gekenn- 
zeichnet, daB die Streifen (24, 25. 26) naherungs- 

5 weise 0,08 cm (1/32 inch) hoch und 0,16 cm (1/16 
inch) breit sind. 

6. Handschuh nach Anspruch 4 oder 5, dadurch 
gekennzeichnet, daB die Beschichtung (12) uber- 

>o wiegend aus seitlichen Linien quer zu den Fingerlin- 
gen mit Schlaufen lediglich an den AuBenseiten der 
Fingerlinge (16.. .20) besteht. 

7. Handschuh nach einem der vorgenannten Anspru- 
25 che, mindestens teilweise gefertigt aus Garn (30, 

46), dadurch gekennzeichnet, daB die Beschichtung 
an dem Garn adhariert ist und das Garn mindestens 
einen Fadenstrang (35, 36) und synthetische Faser 
(34; 40.42, 44; 50; 54, 58) aufweist, die den Faden- 
30 Strang umhullen. 

8. Handschuh nach Anspruch 1 bis 6, mindestens teil- 
weise gefertigt aus Garn (30, 46), gekennzeichnet 
durch einen Faserkernstrang (38, 54) und eine 

35 Faserumhullung (34, 50), wobei von dem genannten 
Kernstrang und der genannten Umhullungsfaser 
mindestens eine eine Kunstfaser ist. 

9. Handschuh nach Anspruch 7 oder 8, dadurch 
40 gekennzeichnet, daB die synthetische oder Kunstfa- 
ser aus hochfestem, verstreckten Polyethylen, hoch- 
festem Aramid oder hochfestem f lussigkristallinem 
Polyethylen besteht. 

45 10. Verfahren zu Herstellung eines Handschuhs mit 
einer strukturierten, rutschfesten Beschichtung, 
hergestellt aus synthetischem thermoplastischen 
Material, adhariert auf einer auBeren Oberfiache 
des Handschuhs, einschlieBend die Schritte: 
50 Auswahlen eines Handschuhs; 

Schaffen einer Premix-Zusammensetzung 
einer Komponente; 

Mischen der Zusammensetzung und ein 
Agens; 

55 AusflieBenlassen eines Stroms der 

Mischung auf eine Oberfiache des Handschuhs in 
einer kontrollierten Struktur und dadurch Erzeugen 
von Ortiich erhabenen Abschnitten auf der Oberfia- 
che des Handschuhs; sowie 
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H&rten der Mischung, urn einen Handschuh 
zu erzeugen, der eine auf dem Handschuh struktu- 
rierte Beschichtung aufweist, 

dadurch gekennzeichnet, da(3 die Premix- 
Zusammensetzung eine thixotrope Polyurethan- 5 
Komponente, eine nicht-thixotrope Polyurethan- 
Komponente und einen Beschleuniger aufweist und 
das Agens ein Vernetzungsmittel fQr die Polyu- 
rethan-Komponente ist. 

10 

1 1 . Verfahren nach Anspruch 10, dadurch gekennzeich- 
net, daB der Schritt des Hartens eine Anfangszeit- 
dauer umfaBt, wonach die Mischung auf den 
Handschuh aufgetragen wird und wahrend der die 
Mischung bei Umgebungstemperatur gehatten wird 75 
und teilweise die Handschuh-Oberfiache benetzt 
wird, sowie eine nachfolgende Zeitdauer umfaBt, 
wahrend der die Mischung oberhalb Umgebungs- 
temperatur erhitzt wird. 

20 

1 2. Verfahren nach Anspruch 1 1 , dadurch gekennzeich- 
net, daft die Anfangszeitdauer zwischen 15 und 60 
Sekunden betragt und die nachfolgende Zeitdauer 
zwischen etwa 7 und 20 Minuten betragt, und daB 

die Mischung auf eine Temperatur zwischen etwa 54 25 
°C ... 76 °C (130 °F ...170 °F) erhitzt wird. 

13. Verfahren nach Anspruch 10, 11 Oder 12, dadurch 
gekennzeichnet, daB die thixotropen und nicht-thi- 
xotropen Komponenten, die vermischt werden, 30 
beide Hydroxyl-terminierte Polyether sind und das 
Vernetzungsmittel ein Esterpolyol ist. 

Revendications 

35 

1 . Gant resistant a la coupe (10) presentant un revdte- 
ment antid6rapant a motif (12) constitu6 d'un mat6- 
riau thermoplastique synthetique colie sur une 
surface externe (14) du gant, le revdtement pr6sen- 
tant une hauteur substantielle et une largeur subs- 40 
tantielle pour fournir au gant des proprietes 
antid&rapantes et de serrage, caracterise en ce que 

le revdtement comprend une composition de polyu- 
rethane durcie formee a partir de (a) un constituant 
thixotrope pr6m6lange et un acceierateur et de (b) 45 
un agent reticulant. 

2. Gant selon la revendication 1 , caracterise en ce que 
le constituant de polyurethane thixotrope est un 
melange d'un constituant de polyurethane thixo- so 
trope et d'un constituant de polyurethane non thixo- 
trope, respectivementpr6m6lang6sdans un rapport 
compris entre environ 3 et 1 et 2 et 1 . 

3. Gant selon la revendication 1 ou 2, caracterise en ss 
ce que le constituant thixotrope est un polyether ter- 
ming par un groupe hydroxyle et en ce que I'agent 
reticulant est un ester-polyol. 
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4. Gant selon la revendication 1 , 2 ou 3, caracterise en 
ce que le revdtement (1 4) est partiellement absorbe 
dans la surface externe (1 4) du gant (1 0) et est dans 
la forme d'une ou plusieurs bandes non s6cantes 
(24, 25, 26). 

5. Gant selon la revendication 4, caracterise en ce que 
les bandes (24, 25, 26) sorrt de hauteur d'approxi- 
mativement 0,08cm (1/32 pouce) et de largeur de 
0,16 cm (1/16 pouce). 

6. Gant selon la revendication 4 ou 5, caracterise en 
ce que le revdtement (12) est constrtue de manidre 
predominante de lignes laterales a travers les 
emplacements des doigts avec des boucles de rac- 
cordement uniquement sur les c6tes extremes des 
emplacements des doigts (16-20). 

7. Gant selon Tune quelconque des revendications 
pr6c6derrtes constitu6 au moins en partie defil (30, 
46), caracterise en ce que le revdtement est colie 
sur le f il et le f il comprend au moins un toron de fil 
mdtallique (35, 36) et une fibre synthdtique (34 ; 40, 
42, 44 ; 50 ; 54, 58) couvrant le toron de fil mdtalli- 
que. 

8. Gant selon Tune quelconque des revendications 1 k 
6 constitud au moins en partie de fil (30, 46), carac- 
t6ris6 par un toron de noyau de f tore (38, 54) et une 
couverture de fibre (34, 50), au moins un desdrts 
toron de noyau et fibre de couverture 6tant une fibre 
synthdtique artif icielle. 

9. Gant selon la revendication 7 ou 8, caractdrisd en 
ce que la fibre synthdtique ou artif icielle est du poly- 
ethylene 6tir6 de resistance dlevde, de Taramide de 
resistance eievde ou du polyethylene k cristaux 
liquides de resistance eieve. 

1 0. Proc6d6 de fabrication d'un gant presentant un rev§- 
tement antiderapant k motif, constitu6 d'un mat6riau 
thermoplastique synthetique et colie sur une surface 
externe du gant, comprenant les etapes consistant 
k choisir un gant, k fournir une composition prem6- 
langee d'un constituant, k meianger la composition 
et un agent, k faire s'6couler un courant du melange 
sur la surface du gant dans un motif regie et for marrt 
par la des parties localisees eiev6es sur la surface 
du gant, et a faire durcir le melange pour former un 
gant presentant un revStement a motif coll 6 sur le 
gant, caracterise en ce que la composition preme- 
langee est constituee d'un constituant de polyure- 
thane thixotrope, d'un constituant de polyur6thane 
non thixotrope et d'un acceierateur, et Tagent est un 
agent reticular^ pour le constituant de polyurethane. 

1 1 . Procede selon la revendication 1 0, caracterise en ce 
que retape de durcissement comprend une periode 
initiate apres que le melange est applique sur le gant 
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et pendant laquelle le melange est maintenu a tem- 
perature ambiante et mouille en partie la surface du 
gant et une periode subs£quente pendant laquelle 
on chauffe le melange au-del& de la temperature 
ambiante. s 

1 2. Proc6d6 selon la revendication 1 1 , caracterise en ce 
que la periode initial e est comprise entre environ 1 5 
et 60 s et la periode subs6quente est comprise entre 
environ 7 et 20 min et on chauffe le melange & une 10 
temperature comprise entre environ 54°C et 76°C 
(130°F&170°F). 

13. Procede selon la revendication 10, 1 1 ou 12, carac- 
terise en ce que les constituants thixotrope et non is 
thixotrope qui sort melanges sont tous deux des 
polyethers termin6s par un groupe hydroxyle et 
I'agent reticulant est un esterpolyol. 
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